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Amendments to the Claims : 

1 . (Currently Amended) A process for bonding a nonwoven web comprising: 
forming a nonwoven web of melt extruded thermoplastic fibers or filaments containing a 

polymer which melts below 1 40°C; 

nnntnrfmg thn nnnwovon w e b with directing the nonwoven web through a calender nip 
including a patterned embossing roll having an outer surface including a mu Itiplicity of 
individual raised calender lands which are spaced apart from one another by intervening 
depressions, wherein at least said depressions are covered by a surface coating of a 
fluoropolymer; and 

maintaining the calender nip at a temperature of from 90 to 160 degrees C and 
transferring energy to the nonwoven web to cause the fibers or filaments thereof to fuse and form 
point bond sites in discrete areas where the web is contacted by the raised c:dender lands and to 
produce a fabric having improved abrasion resistance and strength as compared to a fabric 
bonded by an uncoated embossing rolL 

2. (Original) A process according to claim 1, wherein the raised calender lands form 
from 4 to 40 percent of the surface area of the embossing rolL 

3. (Original) A process according to claim 2, wherein the raised calender lands are 
present at a concentration of 40 to 500 lands per square inch. 

4. (Original) A process according to claim 1 9 wherein the outer exposed surface of 
the embossing roll has a Rockwell C hardness of 35 or greater. 

5. (Currently Amended) A process according to claim 1, wherein the step of 
contaoting the nonwov e n web with a patt e rn e d embossing r oll comprises directing the nonwoven 
web through a calender nip comprises directing the web through a calender nip formed between 
a smooth, hard-surfaced anvil roll and the patterned calender roll. 
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6. (Currently Amended) A process according to claim S L wherein the 
fluoropoiymer surface coating is continuous over the surface of the patterned embossing roll and 
covers the raised lands and the intervening depressions. 

7. (Original) A process according to claim 1, wherein the step of forming fibers or 
filaments into a nonwoven web comprises forming the fibers or filaments from at least two 
different polymers arranged as distinct phases in the cross-section of the fiber. 

8. (Original) A process according to claim 7, wherein the fibers or filaments are 
formed as sheath-core structured bicomponent fibers or filaments having a sheath of a polymer 
which melts below 140°C and a core of a polymer which melts at a higher temperature. 

9. (Original) A process according to claim 7, wherein the fibers are formed from a 
highly dispersed blend of at least two different immiscible thermoplastic polymers which form a 
dominant continuous polymer phase of one melting point polymer in which is dispersed a 
discontinuous phase of a different melting point polymer. 

10. (Currently Amended) A process for bonding a nonwoven web comprising: 
forming a nonwoven web of melt extruded thermoplastic fibers or filaments containing a 

polymer which melts below 140°C; 

contacting tho nomvovon wob with directing the nonwoven web through a calender nit) 
formed between a smooths hard-surfaced anvil roll and a patterned embossh ig roll having an 
outer surface including a multiplicity of individual raised calender lands which are spaced apart 
from one another by intervening depressions, the raised calender lands beim; present at a 
concentration of 40 to 500 lands per square inch and forming from 4 to 40 percent of the surface 
area of the embossing roll, and the roll having a hard tie coating adhered to the surface of said 
roll and overlying at least said depressions, and a fhioropolymer surface coating adhered to said 
tie coating; and 

maintaining the calender nip at a temperature of from 90 to 160 degrees C and 
transferring energy to the nonwoven web to cause the fibers or filaments thereof to fuse and form 
point bond sites in discrete areas where the web is contacted by the raised calender lands and to 
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produce a fabric having im proved abrasion resist a nce and strength as compared to a fabric 
bonded by an unco at ed embossing roll . 

1 1 . (Original) A process according to claim 10, wherein said hard. tie coating and 
said fluoropolymer surface coating overlie both said lands and said depressi< >ns, and the outer 
exposed surface of the embossing roll has a Rockwell C hardness of 35 or gi-eater 

12. (Original) A process according to claim 10, wherein said tie coating and said 
fluoropolymer surface coating each have a thickness of no more than about 5 mils. 

1 3 . (Previously Amended) A process for bonding a nonwoven web comprising: 
forming a nonwoven web of melt extruded thermoplastic fibers or filaments containing a 

polymer which melts below 140°C; 

forming a calender nip between a smooth, hard-surfaced anvil roll and a cooperating 
patterned embossing roll, the patterned embossing roll including a metallic cylindrical roll core 
having an outer surface with a multiplicity of raised calender lands which are spaced apart from 
one another by intervening depressions, the raised calender lands being present at a concentration 
of 40 to 500 lands per square inch and forming from 4 to 40 percent of the surface area of the 
embossing roll, and the roll having a hard tie coating adhered to the surface of said roll core and 
overlying at least said depressions, and a fluoropolymer surface coating adhered to said tie 
coating; 

rotating the anvil roll and the embossing roll in opposite directions; 

mamfcuning the calender nip at a temperature of from 90 to 160 degrees C and at a 
pressure of 50 to 1 500 pounds per linear inch; and 

directing the nonwoven web through the calender nip and thermally bonding the 
thermoplastic fibers or filaments thereof in discrete areas corresponding to 1 he raised calender 
lands. 

14. (Original) A process according to claim 13, wherein said tic coating and said 
fluoropolymer surface coating each have a thickness of no more than about 5 mils. 
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15. (Original) A process according to claim 13, wherein the step of forming a 
nonwoven web comprises forming the fibers from at least two different polymers arranged as 
distinct phases in the cross-section of the fiber. 

16. (Original) A process according to claim 15, wherein the fibers are formed as 
sheath-core structured bicomponent fibers having a sheath of said polymer which melts below 
135°C and a core of a higher melting point polymer. 

17. (Original) A process according to claim 15, wherein the thermoplastic fibers 
comprise sheath-core structured bicomponent fibers having a polypropylene core and a 
polyethylene sheath. 

18. (Original) A process according to claim 15, wherein the fibers are formed from a 
highly dispersed blend of at least two different immiscible thermoplastic polymers and have a 
dominant continuous polymer phase of a higher melting point polymer in wliich is dispersed a 
discontinuous phase of said polymer which melts below 135°C, and wherein said lower melting 
point discontinuous phase occupies a portion of the surfaces of the fibers. 

19. (Original) A process for bonding a nonwoven web comprisii ig: 

forming a nonwoven web of sheath-core structured bicomponent fibors or filaments 
having a polypropylene core and a polyethylene sheath; 

forming a calender nip between a smooth, hard-surfaced anvil roll and a cooperating 
patterned embossing roll, the patterned embossing roll having an outer surface including a 
multiplicity of raised calender lands which are spaced apart from one another by intervening 
depressions, wherein at least said depressions are covered by a surface coati ug of a 
fluoropolymer; 

rotating the anvil roll and the embossing roll in opposite directions; 
maintaining the calender nip at a temperature of at least 90 degrees C and at a pressure of 
50 to 1500 pounds per linear inch; and 
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directing the nonwoven web through the calender nip and thermally bonding the 
thermoplastic fibers or filaments thereof in discrete areas corresponding to the raised calender 
lands. 

20. (Original) A process according to claim 19 wherein said step of forming a 
calender nip comprises forming the calender nip between said smooth, hard-surfaced anvil roll 
and a cooperating patterned embossing roll which includes a metallic cylindrical roll core having 
an outer surface with a multiplicity of raised calender lands and intervening depressions, a hard 
tie coating adhered to the surface of said roll core and overlying said lands and said depressions, 
and a fluoropolymer surface coating adhered to said tie coating and covering both said lands and 
said depressions. 

21-36. (Cancelled) 

37. (New) A process according to claim 1, wherein the calender nip is maintained at a 
temperature above the melting temperature of said polymer. 

38. (New) A process for bonding a nonwoven web comprising: 

forming a nonwoven web of sheath-core structured bicomponent fibers or filaments 
having a sheath of a polymer which melts below 140°C and a core of a poly mer which melts at a 
higher temperature; 

directing the nonwoven web througji a calender nip formed between a smooth, hard- 
surfaced anvil roll and a patterned embossing roll having an outer surface including a 
multiplicity of individual raised calender lands which are spaced apart from one another by 
intervening depressions, wherein at least said depressions are covered by a surface coating of a 
fluoropolymer; and 

maintaining the calender nip at a temperature above the melting temperature of the 
polymer of the sheath component and transferring energy to the nonwoven web to cause the 
fibers or filaments thereof to fiise and form point bond sites in discrete area^ where the web is 
contacted by the raised calender lands and to produce a fabric having improved abrasion 
resistance and strength as compared to a fabric bonded by an uncoated embossing roll. 
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